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(57) ABSTRACT

A steel manufacturing process can include forming an iron
oxide layer on a hot band during hot rolling; reducing the iron
oxide layer on the hot band to form a sponge iron layer that
includes pores; the sponge-iron layer having a thickness in a
range of about 0.05 pm to about 1000 pum, about 0.1 um to
about 100 um, or about 5 um to about 25 pm; and depositing
an alloying element into the pores of the sponge iron layer to
form an impregnated sponge-iron layer. The process can fur-
ther include annealing the impregnated sponge-iron layer to
produce an iron alloy layer carried by the substrate.

5 Claims, 2 Drawing Sheets
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SPONGE-IRON ALLOYING

CROSS-REFERENCE

A benefit of priority is claimed to U.S. Pat. No. 8,608,875
filed 26 Feb., 2013 which claims priority to U.S. Provisional
Patent Application No. 61/646,437 filed 14 May, 2012, the
disclosures of which are incorporated herein in its entirety.

FIELD OF THE INVENTION

This disclosure relates to alloy compositions and the for-
mation of surface alloys.

BACKGROUND

During the process of hot rolling in the manufacture of steel
sheet or coil, the steel sheet is generally rolled at about 1,100°
C. and then taken up in a roll at about 800° C. During the
aforementioned process, the steel forms scale on its surface so
long as the hot rolling is carried out in the open air. The scale
layer can have athickness of several microns to several tens of
microns. The scale layer formed on the steel has a composi-
tion and structure varied by differences in the conditions of
heat treatment during the process of manufacture, and has
thermal and mechanical properties significantly different
than the underlying steel. These thermal and mechanical dif-
ferences can adversely affect the performance and longevity
of steel processing equipment (e.g., rollers, presses, and cut-
ters). Therefore, the scale layer is preferentially removed
during the processing of the steel sheet, coil, or band.

The removal of this scale from band steel, steel sheet, or
coil steel has been carried out by the pickling method which
uses a strong acid such as hydrochloric acid, sulfuric acid,
nitric acid, and hydrofluoric acid either independently of each
other or as combined suitably. Since the pickling relies on the
dissolution by a strong acid, it entails a problem of degrading
the working environment. Moreover, disposal of the spent
acid and the effluent from the pickling system, a huge invest-
ment on equipment is required for.

An alternatively, attempts have been made to physically
remove scale from the steel sheet surface by spraying shot
balls, grit or a slurry mixture of shot balls or grit with water
onto the steel sheet surface. However, these techniques are
mostly used together with a pickling process; that is, the
surface abrasion of the sheet is often a pretreatment process
for increasing the efficiency at which special steels such as
stainless steel or electric steel sheets are pickled.

SUMMARY

One embodiment is a process that includes providing a
substrate carrying a sponge-iron layer, the sponge-iron layer
having a thickness in a range of about 0.05 um to about 1000
pum, about 0.1 um to about 100 um, or about 5 um to about 25
um; and admixing a first alloying element with the sponge-
iron layer to provide an impregnated sponge-iron layer car-
ried by the substrate.

Another embodiment is a steel manufacturing process that
includes forming an iron oxide layer on a hot band during hot
rolling; reducing the iron oxide layer on the hot band to form
a sponge iron layer that includes pores; and depositing an
alloying element into the pores of the sponge iron layer to
form an impregnated sponge-iron layer.

Still another embodiment is an iron alloy coating process
that includes providing an substrate carrying an iron layer that
carried an iron oxide layer; reducing the iron oxide layerto a
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sponge-iron layer that include pores; depositing at least one
alloying element into the pores of the sponge iron layer to
from an impregnated sponge-iron layer; and then heating the
impregnated sponge-iron layer to an annealing temperature.

Yet another embodiment is an iron admixture layer carried
by steel that includes a plurality of iron artifacts adhered to a
surface of the steel; a plurality or continuation of impregna-
tion artifacts disposed between and around the iron artifacts;
and extending from the steel surface a concentration gradient
within the iron admixture layer that includes a decrease in
iron concentration as a function of distance from the steel
surface.

Yet still another embodiment is an iron admixture layer
carried by steel that includes a plurality of impregnation
artifacts (e.g., iron insoluble or phase distinct intermetallics)
surrounded by an iron matrix; the iron admixture layer having
a thickness of less than 100 um.

Even yet another embodiment is an iron alloy coated sub-
strate that includes a porous substrate having an interstitial
layer that comprises a heterogeneous admixture of the sub-
strate and iron; the interstitial layer carrying an iron layer; the
iron layer carrying an iron alloy layer that comprises iron and
at least one alloying element.

DESCRIPTION OF THE FIGURES

For a more complete understanding of the disclosure, ref-
erence should be made to the following detailed description
and accompanying drawing figures wherein:

FIG. 1 is a depiction of one embodiment of the process
described herein, and

FIG. 2 is a depiction of other embodiments of the process
described herein.

While specific embodiments are illustrated in the figures,
with the understanding that the disclosure is intended to be
illustrative, these embodiments are not intended to limit the
invention described and illustrated herein.

DETAILED DESCRIPTION

Disclosed herein is a process for making iron alloys and the
products of the process that can include layers of iron admix-
tures or iron alloys. A first embodiment is a process that
includes impregnating a sponge-iron layer with an iron alloy-
ing element (e.g., Ni or Cr). Another embodiment is a process
that includes forming an iron oxide during the hot band roll-
ing of iron, then reducing the iron oxide to form the sponge
iron, and then depositing the iron alloying element (or
impregnating the sponge-iron with the iron alloying element).
Still another embodiment is a process that includes reducing
an iron oxide layer to form a sponge-iron layer, then depos-
iting the iron alloying element into/onto the sponge-iron
layer, and then heating the impregnated sponge-iron layer to
an annealing temperature. One embodiment of the product of
the described processes includes an iron admixture layer car-
ried by steel or a steel substrate, the product has a plurality of
iron artifacts adhered to a surface of the steel and impregna-
tion artifacts (e.g., an element other than iron) disposed
between and around the iron artifacts. Another product
embodiment includes an iron matrix surrounding impregna-
tion artifacts (e.g., iron insoluble phases, nanocrystals, or
intermetallics). Yet another product embodiment includes a
porous substrate (e.g., a ceramic) that carries an interstitial
layer that includes the substrate and iron, the interstitial layer
carrying an iron layer, and the iron layer carrying an iron alloy
layer.
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A first embodiment of the herein described coating/alloy-
ing process can include providing a substrate that carries a
sponge-iron layer. As used herein, sponge-iron is a three-
dimensional porous layer made primarily of reduced iron.
The sponge-iron, preferably, has a density less that of iron,
more preferably less than 7.8 g/cm?, less than 7.5 g/cm®, less
than 7 g/cm?, less than 6 g/cm?, less than 5 g/cm?, less than 4
g/cm®, less than 3 g/cm®, or less than 2.5 g/cm®. The sponge-
iron layer can have a thickness that is preferably in a range of
about 0.05 um to about 1000 pm, about 0.1 um to about 100
pum, about 0.5 um to about 10 pm, about 5 um to about 25 pm,
or about 10 um to about 20 um. The process further includes
admixing a first alloying element with the sponge-iron layer
to provide an impregnated sponge-iron layer which is carried
by the substrate. The first alloying element and the sponge-
iron layer can be admixed by contacting the sponge-iron layer
with an impregnating material selected from the group con-
sisting of the alloying element, an alloying element precursor,
a gaseous admixture comprising the alloying element or
alloying element precursor, a solution comprising the alloy-
ing element or the alloying element precursor, and a mixture
thereof. Preferably, the first alloying element and the sponge-
iron layer are admixed by the deposition of the impregnating
material into pores of the sponge-iron; alternatively, the first
alloying element and the sponge-iron layer are admixed by
the deposition of the impregnating material onto a surface of
the sponge-iron layer. More preferably, the first alloying ele-
ment and the sponge-iron layer are admixed by depositing the
impregnating material into and onto the sponge-iron layer.

The process can further include admixing a second alloy-
ing element with the sponge-iron layer to provide the impreg-
nated sponge-iron layer carried by the substrate. In one
aspect, the second alloying element can be admixed with the
sponge-iron sequentially, that is, after the admixing with the
first alloying element. In one example, the sponge-iron is first
admixed with the first alloying element and then the second
alloying element. In another example, the sponge-iron is first
admixed with the first alloying element, then the second
alloying element, then the first alloying element. In still
another example, this sequential admixing can continue, e.g.,
with the second alloying element, e.g., then the first alloying
element, etc. In an alternative aspect, the second alloying
element and the first alloying element can be admixed with
the sponge-iron contemporaneously, for example, the first
and second alloying elements can be co-deposited into the
sponge-iron layer.

The impregnated sponge-iron layer can be provided by
chemical vapor deposition, physical vapor deposition, or
solution coating of the sponge-iron layer with the impregnat-
ing material. In one preferable, the impregnated sponge-iron
layer is provided by the chemical vapor deposition of the
impregnation material into or onto the sponge-iron layer,
more preferably into the sponge-iron layer. In another
example, the impregnated sponge-iron layer is provided by
the physical vapor deposition of the impregnation material
into or onto the sponge-iron layer. In still another example,
the impregnated sponge-iron layer is provided by dip-coating
or spray coating the impregnation material onto the sponge-
iron layer, where the impregnation material can preferably
flow (e.g., as a solution) into the sponge-iron layer. In yet
another example, the impregnated sponge-iron layer can be
provided by electrodeposition or electroless deposition of the
alloying element onto/into the sponge iron layer.

The substrate, carrying the sponge-iron layer, can be
selected from the group consisting of iron, aluminum, nickel,
or an alloy thereof; a ceramic; or a glass. Preferably, the
sponge-iron layer is adhered to the substrate. More prefer-
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ably, the sponge-iron is physically and or chemically adhered
to the substrate. For example, the sponge-iron layer can be
adhesively adhered to the substrate, preferably the sponge-
iron layer is physically part of the substrate; that is, there is no
clear distinction between an end of the sponge-iron layer and
a surface of the substrate (e.g., the substrate and the sponge-
iron layer form an alloy or alloy layer therebetween). Prefer-
ably, the substrate is selected from the group consisting of
iron, aluminum, nickel, or an alloy thereof. More preferably,
the substrate is iron or an iron alloy. Even more preferably, the
substrate is carbon steel, low carbon steel, or very low carbon
steel.

In one example, the substrate can be a steel coil (e.g., a low
carbon steel coil that is a steel sheet wrapped into a coil shape,
the steel sheet having a thickness of about 1 mm to about 10
mm or about 2 mm to about 6 mm, and a length of about 300
m to about 900 m). When the substrate is a steel coil, the
process of providing the substrate can include placing the
steel coil within a reaction vessel. The reaction vessel can be,
for example, a high pressure deposition chamber, an atmo-
spheric pressure deposition chamber, a low pressure deposi-
tion chamber, a very low pressure deposition chamber, a UHV
deposition chamber, a high temperature deposition chamber,
a non-heated deposition chamber, or a combination thereof.

In one preferred example, the sponge-iron layer is prepared
from an iron oxide layer. For example, the sponge-iron layer
can be prepared from an iron oxide layer that is “native” to the
substrate (e.g., iron oxides formed from an iron substrate, for
example by oxidation), or from an iron oxide layer that is
deposited onto the substrate (e.g., iron oxides deposited onto
iron, aluminum, or silicon). The process of preparing the
sponge-iron layer from the iron oxide layer can include pro-
viding to the iron oxide layer a reducing gas selected from the
group consisting of hydrogen (H,); hydrogen (H,) and carbon
monoxide (CO); hydrogen (H,) and nitrogen (N,); hydrogen
(H,) and nitrogen (N,) in a ratio of about 1:9; carbon mon-
oxide (CO) and carbon dioxide (CO,). Furthermore, the pro-
cess can include adding (providing) the reducing gas at a
temperature in a range of about 300° C. to about 1000° C.; or
at a temperature of about 400° C., about 500° C., about 600°
C., about 700° C., or about 800° C. In a preferable example,
the reducing gas is provided to the sponge-iron layer when the
sponge-iron layer has a temperature of about 500° C.

As noted above, the iron oxide layer can be a prepared iron
oxide layer. That is, the process described herein can include
preparing the iron oxide layer on the substrate. The iron oxide
layer can be prepared, for example, by physical vapor depo-
sition of iron oxide onto the substrate, hot rolling the substrate
in air, anodization of an iron layer carried by the substrate, or
chemical vapor deposition of an iron oxide onto the substrate.
Preferably, the iron oxide preparation provides an iron oxide
layer that has a uniform (or about uniform) thickness on the
substrate and provides an iron oxide layer that is tightly bound
to the substrate. As used herein, tightly bound means the layer
passes at least one of a forming test and a tape test. The
forming test comprises the bending of the substrate carrying
the layer about a radius that is about twice the combined
thickness of the substrate and layer. If the layer does delami-
nate from the substrate upon the forming then the layer passes
the test. Similarly, the layer passes the take test if, upon the
application of a pressure sensitive adhesive sheet (e.g.,
SCOTCH tape)to a surface of the layer and the removal of the
adhesive sheet by applying a force that would peel the adhe-
sive sheet from the layer, the layer does not delaminate for the
substrate (as determined by the layer remaining adhered to
the removed adhesive sheet). In one preferable example, the
iron oxide layer is prepared by hot rolling the substrate in air,
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for example hot rolling a steel substrate at a temperature
above about 500° C., above about 750° C., or above about
1000° C. in air.

The process (and resultant product) can further include
layers carried by the impregnated sponge-iron layer. In one
example, the process can include depositing an overcoating
onto the impregnated sponge-iron layer. The overcoating can
be, for example, a layer of an alloying element (e.g., the same
alloying element that is impregnating the sponge-iron layer,
or a different alloying element), a plurality of alloying ele-
ments (e.g., as an alloy layer or as distinct/individual layers),
an oxide (e.g., a silicon oxide, an aluminum oxide, or a
transition metal oxide), or a nitride (e.g., a silicon nitride, or
a transition metal nitride).

Still further, the process can include heating the impreg-
nated sponge-iron layer. Optionally, heating the impregnated
sponge-iron layer that is carrying the overcoating or deposit-
ing the overcoating after the impregnated sponge-iron layeris
heated. For example, the impregnated sponge-iron layer can
be heated to an annealing temperature. As used herein, the
annealing temperature refers to the temperature the annealed
layer/object attains and does not necessarily refer to the tem-
perature of a gas surrounding the layer/object (e.g., the gas
temperature can be significantly higher than the annealing
temperature). The annealing temperature is dependent on the
desired product (e.g., depth of diffusion of the alloying ele-
ment(s) into the substrate). In one example, the annealing
temperature can be about 300° C., about 400° C., about 500°
C., about 600° C., about 700° C., about 800° C., about 900° C.
or about 1000° C. Another feature can be the annealing time
(which is often dependent on the annealing temperature)
which can range from about 1 to about 100 seconds, from
about 100 seconds to about 10 minutes, from about 10 min-
utes to about 1 hour, from about 1 hour to about 12 hours,
from about 12 hours to about 24 hours, from 1 day to about 5
days, or from about 5 days to about 10 days. Preferably, the
impregnated sponge-iron is heated in a non-oxidizing atmo-
sphere and more preferably to a temperature in a range of
about 600° C. to about 900° C.

The annealing (heating to the annealing temperature) of the
impregnated sponge-iron layer can produce sponge-iron
alloy layer. Furthermore, the annealing of the sponge-iron
layer carrying an overcoating can produce a sponge-iron alloy
layer. This sponge-iron alloy layer can include elements or
features from the overcoating (e.g., an Ni overcoating ona Cr
impregnated sponge-iron can produce a NiCrFe sponge-iron
alloy layer, as could a Cr overcoating on a Ni impregnated
sponge-iron).

In another example, the sponge-iron alloy layer can be
overcoated, that is, the process can include depositing an
overcoating onto the sponge-iron alloy layer. This overcoated
sponge-iron alloy can be annealed or can be result of the
process.

In yet another example of the process, the impregnated
sponge-iron layer can be compressed. Methods of compress-
ing the impregnated sponge-iron layer can include, for
example, hot rolling, hot working, cold rolling, cold working,
or compression molding. The hot rolling or hot working can
include heating the impregnated sponge-iron layer to its
annealing temperature and then rolling/working the substrate
carrying the impregnated sponge-iron layer.

In still yet another example, the process can include heat-
ing the impregnated sponge-iron layer to a sintering tempera-
ture. While sintering and annealing are often analogous pro-
cesses, sintering can include the recrystallization of a
disordered powder into a solid alloy layer. Notably, both
sintering and annealing include the rearrangement of atoms to
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yield a new crystal lattice, for example distinguishable from
the starting material from the size of crystal grains, the ori-
entation of crystal grain boundaries, or the composition when
diffusion is present, herein, sintering preferably refers to the
growth of a solid layer or form from a physical mixture of a
plurality of components. Importantly, some processes can
include both sintering and annealing. The sintering tempera-
ture can be above the annealing temperature or can be below
the annealing temperature. For example, the sintering tem-
perature can be about 100° C., about 200° C., about 300° C.,
about 400° C., about 500° C., about 600° C., about 700° C.,
about 800° C., about 900° C., about 1000° C., about 1100°C.,
about 1200° C., about 1300° C., about 1400° C., or about
1500° C.

The sintered sponge-iron layer, i.e., a sintered alloy coat-
ing, can be physically or chemically processed. In one
example, the sintered alloy coating can be pressed (e.g., hot
rolled or cold rolled). In another example, the sintered alloy
coating can be coated with an infiltration element (e.g.,
another alloying element). The coating with the infiltration
element can be by any of the deposition processes described
above (e.g., chemical vapor deposition or physical vapor
deposition). After coating with the infiltration element, the
coated, sintered alloy coating can be annealed to form an
annealed alloy layer. In yet another example, the sintered
alloy coating can be coating with an overcoating.

In another embodiment, the steel manufacturing process
can include forming an iron oxide layer on a hot band during
hot rolling; reducing the iron oxide layer on the hot band to
form a sponge iron layer that includes pores; and depositing
an alloying element into the pores of the sponge iron layer to
form an impregnated sponge-iron layer. As used herein, a hot
band is a strip of steel that has undergone hot rolling and has
not undergone significant cooling or quenching. This process
can further include depositing a plurality of alloying elements
into the pores of the sponge iron layer. This process can
further include hot rolling and/or annealing the impregnated
sponge-iron layer to form an alloy layer.

This process includes multiple actions that can be per-
formed in a steel mill, for example, formation of the iron
oxide layer can include hot rolling steel at a temperature
greater than about 1,000° C. in the presence of oxygen (e.g.,
in air). Reducing this iron oxide layer can be accomplished by
exposing the iron oxide layer to a reducing atmosphere; and
reducing iron oxide in the iron oxide layer to iron(0).

In one example, the alloying element or elements is/are
selected from the group consisting of magnesium, aluminum,
silicon, titanium, vanadium, chromium, manganese, cobalt,
nickel, copper, zinc, strontium, zirconium, niobium, molyb-
denum, ruthenium, rhodium, palladium, silver, tin, antimony,
and tantalum. In one preferable example, at least one alloying
element is nickel, chromium, manganese, and/or molybde-
num. In another example, a plurality of alloying elements is
selected from nickel, chromium, manganese, and molybde-
num.

In yet another embodiment the iron alloy coating process
can include providing an substrate carrying an iron layer that
carried an iron oxide layer; reducing the iron oxide layerto a
sponge-iron layer that include pores; depositing at least one
alloying element into the pores of the sponge iron layer to
from an impregnated sponge-iron layer; and then heating the
impregnated sponge-iron layer to an annealing temperature.
In one example, the substrate can be a ceramic or a ceramic
material.

The above process, described in a plurality of embodi-
ments, provides iron containing products carried by a sub-
strate that can include iron. In one embodiment, the product is
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an iron admixture layer carried by steel that includes a plu-
rality of iron artifacts adhered to a surface of the steel; a
plurality or continuation of impregnation artifacts disposed
between and around the iron artifacts; and extending from the
steel surface a concentration gradient within the iron admix-
ture layer that includes a decrease in iron concentration as a
function of distance from the steel surface. As described
above, the sponge-iron layer includes iron (e.g., as granules or
artifacts on the surface of the substrate) adhered to the surface
of the substrate and pores. In this embodiment, the iron arti-
facts are part of the sponge-iron layer and, without being
bound to theory, are believed to exist as an agglomeration of
iron particles adhered to the substrate surface. The impreg-
nation artifacts occupy space (pores) within the sponge-iron
layer and can occupy the entire space (filled) or less than the
entire space (loaded). Notably, the impregnation artifacts
occupy space in and around particles of iron. As a result of the
process described above, the sponge-iron layer and thereby
the iron artifacts can have a density that increases with depth;
such that, as a function of distance from the steel substrate
surface, the concentration of iron can decrease. This change
in iron concentration can be expressed as a concentration
gradient (measurable by, for example, XPS analysis). Herein,
the concentration gradient preferably includes a decrease in
iron concentration as a function of distance from the steel
surface, and, preferably, though not necessarily, an increase in
concentration of the impregnation artifacts in the iron admix-
ture layer.

In another embodiment, the iron admixture layer carried by
steel includes a plurality of impregnation artifacts (e.g., inter-
metallics) surrounded by an iron matrix; the iron admixture
layer having a thickness of less than 100 um. The impregna-
tion artifacts can be iron insoluble materials or particles, or
phase distinct materials or particles. One example of an
impregnation artifactis an intermetallic particle. Examples of
intermetallics can include iron aluminides, iron silicides, iron
germinides, nickel aluminides, nickel silicides, and magnetic
intermetallics (e.g., YFeTi or SmFeTi intermetallics).
Another example of impregnation artifacts can be nitrides,
sulfides, oxides, and phosphides.

8

In still another embodiment, an iron alloy coated substrate
can include a porous substrate having an interstitial layer that
comprises a heterogeneous admixture of the substrate and
iron; the interstitial layer carrying an iron layer; the iron layer
carrying an iron alloy layer that comprises iron and at least
one alloying element. In one example, the porous substrate is
a porous ceramic; and the interstitial layer comprises iron
within the porous ceramic.

What is claimed:

1. An iron admixture layer carried by steel that comprises:

aplurality of'iron artifacts adhered to a surface of the steel;
a plurality or continuation of impregnation artifacts dis-
posed between and around the iron artifacts; and

extending from the steel surface a concentration gradient
within the iron admixture layer that includes a decrease
in iron concentration as a function of distance from the
steel surface;

wherein the impregnation artifacts includes one or more

iron alloying elements selected from the group consist-
ing of silicon, chromium, manganese, cobalt, nickel,
copper, molybdenum, and a mixture thereof.

2. The iron admixture of claim 1, wherein the plurality of
iron artifacts form an iron matrix adhered to the surface of the
steel.

3. The iron admixture of claim 2, wherein the impregnation
artifacts are surrounded by the iron matrix.

4. The iron admixture of claim 1, wherein the impregnation
artifacts are plurality of iron alloying elements.

5. An iron admixture layer carried by steel that comprises:

aplurality of'iron artifacts adhered to a surface of the steel;
a plurality or continuation of impregnation artifacts dis-
posed between and around the iron artifacts; and

extending from the steel surface a concentration gradient
within the iron admixture layer that includes a decrease
in iron concentration as a function of distance from the
steel surface, wherein the impregnation artifacts are
intermetallic particles.
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